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CARGO BASKET BODY FABRICATION - COMMON 
^ (J 
3J 


These instructions apply to ail cargo basket body assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69811, Revision 3 - 
Standard Low Mounted Basket 
94511, Revision 0- 
Extra-Wide Low Mounted Basket 
94611, Revision 0- 
Extra-Wide Low Mounted Ski Basket 
76611, Revision 0 - 
High Mounted Ski Basket 


Options 
70404, Revision 2 - 
Front end cutout - 
698 
70411, Revision 0- 
Front end cutout - 
945/946 


Eurocopter AS350/AS355 - 
left or right 
77611, Revision 1-Short Basket 
76411, Revision 3 - 
Médium Basket (left or right) 
78411, Revision 2 - 
Long Basket 
94011, Revision 0- 
Extra Large (ski) Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
764/776/784/940 


Robinson R44 - 
left or right 
90611, Revision 0 - 
Standard Basket (left or right) 


Bell 206B - 
right side only 
80211, Revision 0-Short Basket 
80311, Revision 0 - 
Médium Basket 
81111, Revision 0 - 
Long Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
802/803/811 


Bell 429 - 
right or left 
95911, Revision 0-Standard Basket 


Bell Médium - 
left or right 
75111, Revision 0-Standard Basket 
95511, Revision 0- 
Extra Large (ski) Basket 
Options 
70407, Revision 1 - 
Front end cutout - 
751 
704, Revision - 
Front end cutout - 
955 


MD600 
82811, Revision 0-Standard Basket 


Options - 
Applicable to ail models 
70403, Revision 5 - 
Auxiliary Latch 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial orSCA#) 
Work Order; 


DateOpen: 


cK 


1. Rim Assembly - Basket Body 
/^POQ 


a. Cut and fit Va," x 0.035 material to fit rim jig. 


i. 1 or 2 
lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


G. Remove writing on tubes with acetone and scotch bright. 


d. For extra large baskets - 
drill #30 (0.129) vent holes to vent stringer tubes into rims. 
e. 94611 (206L/407XL ski) oniy - 
drill for 4 threaded bushings before assembling rim. 


2. Weld Rim Assembly. 


a. Record welding rod PO on attached material list. 


b. 94611 (206L/407 XL ski) oniy - 
weld 4 threaded bushings into inboard rim tube. 


3. Inspection 


a. Rim for complété welds 


4. Frame assembly-body 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gassesthrough existing holes (i.e. lid prop bushing, hoops, etc.) 


b. Grind corner welds from step 2 on rim to allow hoops to sit flat. 


c. Pull required hoops from stock - standard, attachment, handie. 


i. If hoops are not in stock see detailed procédure sheet for spécifie hoop fabrication. 


ii. Ensure vent hole is located at centre of tube to vent spine tubes. 


d. Assemble hoops with attachment lug locating jig and hoop spacing jig. 


i. Ensure correct order and orientation of hoops. Refer to drawing. 


1. Attachment lugs are on inboard side. 
2. Handie bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 


ii. Run 3/8-24 tap into attachment lugs to ensure clear threads. 


iii. Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 


iv. Attach inboard and outboard hoop spacing jigs to ail hoops using 1" C-clamps. Raise jigs 
approximately 2" off table to allow room to weld around hoops. 


V. Attach bottom (spine) jig to ail hoops using 1" C-clamps along the centre line of the 


basket. Ensure jig is straight prior to tightening ail clamps. 


e. Cut Vi" X 0.035 material to fit spine jig. 


f. Cut 34" X 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 


i. Refer to applicable drawing for position, not required on some baskets. 


g. Option: Cut 34" x 0.035 material for front end cutout. Record material PO on attached material 


list. 
h. 90611 (R44) oniy: Cut Vi" x 0.035 material to fit front end structure. Record material PO on 


attached material list. 


i. 
Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 


j. 
Record hoop WOs and material POs on attached material list. 


k. Remove writing on tubes with acetone and scotch bright. 


I. 
Insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 
m. Align hoops to rim in accordance with drawing. General positions: 


i. Extra large baskets 


1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIDE of rim 


II. Ail other baskets 
1. inboard side of hoops (attachment side) aligns to INSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIDE of rim, except R44 


5. TIG weld frame to rim assembly. 


a. Ensure lug locating jig and hoop locating Jigs are in place. Jigs must remain in place for as long 
as practical during welding. 


b. Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 


are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 


c. Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 
frame is welded. Use jig to support front hoop. 


d. Record welding rod PO on attached material list. 


6. Inspection 


a. Frame assembly for complété welds. 


7. Mesh assembly. 
.4{V^ 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for body. 


c. Remove surface rust with scotch-brite. 


d. Bend body mesh - 
use table with bend markings on top. Lock wheels on table. 


i. For extra wide baskets only - 


1. Set %" angle along edge of table under mesh sheet. Set 1.5" square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 
2. Bend upper edge of sheet just past a cell intersection to make a flange 2.5" - 
3.25" wide. Gloser to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 


3. Bend down by hand as far as possible, then use a hammer to flatten the bend 


tight against the angle on the edge of the table. 


il. Using markings on table, align sheet to indicated edge. 


iii. Using markings on table, align 3" tube to required position and clamp tube in place. 


iv. Bend mesh by hand tightiy over tube along length of tube. 


V. Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 


place. 


vi. Bend mesh by hand tightiy over tube along length of tube. 


e. Install attachment lug jig onto basket frame. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial orSCA #) 


f. Ensure end struts are welded in basket frame if required by the drawing. 


g. Insert mesh into basket. 


i. General 


1. Some cells may interfère with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not eut cells off. 


2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 
3. Ensure mesh reaches ail edges of basket BEFORE trimming. Regardiess of 


progress in clamping, remove clamps and shift mesh if required. 
4. Ensure cleco clamps are placed from the inside of the basket to allow removal 


during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed prior to welding. 


ii. Extra large baskets only - 
seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 


iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 


iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 


into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 


V. Clamp mesh to spine in at least 1 place per section. 


vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 
clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove ail extra clamps. 


vil. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 


rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 


are tapered and may require Yi to 1 cell to be removed over some or ail of the length of 
the basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 


with duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 


trimming. 


viii. Trim ends to land on hoops, at mesh intersections if possible. 


h. Cut mesh to fit ends. Record material PO on attached material list. 


Remove surface rust with scotch-brite. 
Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh l/8"-3/16" down at 45 degrees 


iv. Cut for front end cutout if required. 
90611 (R44) only: Cut mesh to fit upper forward end. Record material PO on attached material 


list. 
Remove surface rust with scotch-brite. 
Ensure mesh is cut at intersections where possible. 


III. Bend top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial orSCA #) 


8. Weld mesh to frame assembly per drawing. 
a. Ensure lug locating jig is in place prier to welding. 


b. General welding requirements for ail baskets, MIG welding: 


i. Every intersection at top edges. 


ii. Every intersection at ends. 


iii. First 5 intersections down on hoops, then every second intersection. 


iv. Every intersection along spine. 


V. Extra large baskets - 
every intersection along corner. 


vi. Every intersection around ends 


vii. Every intersection along struts (if applicable) 


c. Bend and trim cells bent in to fit mesh as required and weld in position. 
d. Grind high spots off body mesh welds on ends before welding end mesh. 
e. 90611 (R44) only - 
weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 


f. Record welding rod PO on attached material list. 


9. Weld basket components 
. 
a. TIG weld lid prop bushing(s), one or two per drawing. 
/i D- 


i. Record welding rod PO on attached material list. 


ii. Record lip prop bushing WO on attached material list. 


b. TIG weld caps to close top of 1" hoops as applicable. 


c. 94611 (Bell206L/407 XL ski) only: eut rim over cross tube gap. 


i. Cut inboard rim on aft end. Grind flush with hoops. 


ii. TIG weld caps on open tubes. 


iii. Record cap material PO on attached material list. 
d. 95911 (Bell 429) only: placard bracket to forward upper corner of basket. 


i. Record welding rod PO on attached material list. 


ii. Record placard bracket WO on attached material list. 


10. Clean up 
^— 


a. Grind high spots off mesh welds. 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. Do not tighten in corners of hoops, mesh will be deformed. 


c. Drill #9 through lid prop bushing(s). De-burr hole(s). 


d. Remove surface rust with scotch-brite pad. 
dL 
11. Final Inspection 
To be completed by a différent person than the previous steps. 


a. Basket body assembly for complété welds, and required minimum mesh weld locations. 


b. Filled vent holes-usually on hoops 


c. Overall condition and conformity to drawing(s). 


i. Hoops for height. 


ii. Rim for width and length and alignment. 


iii. Lid prop lugs in correct ends. 


iv. Fore/aft strut in hoop if required by drawing. 
d. Material lists complété. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SC/^p) 
e. Tag complété basket body assembly in préparation for powder coating. 
12. Powder Coating 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag basket body assembly and place into stock in préparation for assembly. 
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CARGO BASKET HOOP FABRICATION - 94023 


General 


These instructions apply to cargo basket attachment hoop 94023-01. Refer to the following drawings, at the 


current revision, for dimensions and détails: 


94023, Revision 0-Attachment Hoop 
84262, Revision 1 - 
Handie Bracket Assembly 


Work Order: 
Complété 


(initial or SCA #) 
Date Open: H 


1. Yi Hoop Fabrication - hoop 


a. Cut Yi" X 0.035 material to 23.0", square ends. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 


d. Remove writing on tubes with acetone and scotch bright. 


e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop: 12mm 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 


h. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 


i. 
Check tube bend for square using a hoop jig or carpenters square. Adjust stops if required. 


j. Check for: 


i. hoop height: 18" (Outside to outside) 


ii. adjust upper stop for height if required 


2. Y2 Hoop Machining - 
Y2" hoop - 
Handie Provisions 84262-01 


a. Start with Y2" half hoop from step 1. 


b. Setup manual milling machine with spécifie hoop vise jaw. Set XY G on far, right edge of jaw 
(end of hoop). 


c. Drill 2 places, 5/16" (0.313) holes using 5/16" (#4) centre drill through both sides in accordance 
with drawing. Run at 500 RPM. Apply a few drops of Rapid-Tap cutting oil to each location 


before drilling. 


i. locate 0.23" from edge (within tolérance specified on drawing). 


d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Tag in process hoop(s) and place into stock. 
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CARGO BASKET HOOP FABRICATION - 94023 
Complété 


(initial or SCA#) 
3. Vi Hoop Fabrication -1" hoop 
Aoo^ 


a. Cut 1" X 0.065 material to 30.0", on end square, one end @ 
16 degrees. 


b. Record material PO on attached material list. 


c. De-burr cut ends using a sanding dise on a die-grinder or dise sander. 


d. Remove writing on tubes with acetone and scotch bright. 
e. On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop:?? 


f. Slide stock tube through bending die up to upper stop. Rotate bending arm clockwise until tube 


is secure, ready to bend. Ensure tube remains tight to upper stop. 


g. Slide shim ail the way forward on bender to secure tube in die 


h. Using a long snipe tube, pull bending arm clockwise until stop is reached. Pull slowly with 


consistent pressure. 


i. 
Check tube bend for angle using hoop jig. Adjust stops if required. 


j. Check for: 


i. hoop height from jig 


ii. adjust upper stop for height if required 


iii. length to allow 60 degree cut. 


k. Using hoop jig, mark for 60 degree cut on bottom end. Cut to length. 


I. 
De-burr cut end using a sanding dise on a die-grinder or dise sander. 


4. % Hoop Machining-1" hoop 
?tI>PP 


a. Start with 1" Vi hoop as stock. 


b. Setup manual milling machine with standard steel vise jaws. Insert hoop into vise flat on 
bottom of vise, 16 degree side on right. Set XY 0 on far, right edge of hoop (end of hoop). Shift 
X along hoop 0.75" and set X 0. Shift Y -0.5". Set stop against end of tube. 


c. Drill two places, 5/8" (0.625) holes using 5/8" (#7) centre drill through both sides in accordance 
with drawing. Apply a few drops of Rapid-Tap cutting oil to each location before drilling. 


d. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


e. Set tube in vise with 60 degree end on right. 


f. Using Vi" coated carbide end mill, mill slot 2.25" deep (edge to edge, 2.0 edge to centre). Apply 
a bead of Rapid-Tap cutting oil along cut line before milling. 


g. Wipe or blow off cutting oil and de-burr with scotch-brite dise on die-grinder. 


h. Tag in process hoop(s) and place into stock. 


5. Joint Préparation 
AX)b 


a. Set 1" hoop in hoop jig. Insert 
hoop into 1" hoop, against side stop of jig. Mark slot location 


in 1" hoop onto Vi" hoop. Trim Vi" hoop with vertical bandsaw if required, and shape to match 


slot with dise sander. 


b. Insert one 94023-05 lug (flat end) at top and 94023-07 lug (angled end) at bottom into holes in 
1" hoop. Seat top lug flush with inboard face of tube using a C-clamp or vise. Attach 16 7/8" 
spacing jig with 3/8-24 bolts to lugs and space jig 7/8" out from hoop. Mark 94023-07 lug and 


trim or grind to fit. 
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CARGO BASKET HOOP FABRICATION - 94023 
Complété 


(initial or SCA #) 
6. Welding-Lugs 
D - 


a. Insert one 94023-07 lug (flat end) at top and 94023-05 lug (angled end) at bottom into holes in 
1" hoop. Seat flush with inboard face of tube using a C-clamp or vise. Attach 16 7/8" spacing 


jig with 3/8-24 bolts to lugs and space jig 7/8" out from hoop. 


b. TIG weld ail around both sides of lugs. 2 places. Grind angled lug into radius of hoop before 
welding. 


c. Record lug and welding rod PO/WO on attached material list. 


7. Welding - 
Handie Bushings-84262-01 


a. Insert 84271-01 bushings into 34" hoop prepared in step 2. above. 


b. TIG weld bushing both sides, 2 bushings per hoop. 


c. Record bushing and welding rod PO/WO on attached material list. 


8. Welding-HoopAssembly 


a. Insert 1" hoop from step 6 and 34" hoop from step 7 into hoop jig. Seat 34" hoop into slot in 1" 
hoop. 


b. Tack weld hoops together, minimum 4 places, to hold hoop together to complété welds out of 


jig- 
c. TIG weld around 34" hoop in slot. 


d. Cap 34" -1" tube Joint with 76423-04 cap. TIG weld around cap. 
e. Record cap and welding rod PO/WO on attached material list. 
. 
rl( 
9. Finishing and Inspection 
( 


a. Run 3/8-24 tap through welded lugs. 


b. Grind inside surfaces flush at lugs and slot in 1" tube. 


c. Inspect hoop for conformity to drawing. 


d. Tag complété and inspected hoop(s) and place into stock. 
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1" Hoop Bend 


Requirements 
*Review LOED to ensure most up to date spécifications. 


Cut 33 3/8. 
xut one end at 16 degrees and the other at 60 degrees. 


At the 16 degree end measure up 211/8 and mark. 


Line up the mark on the radius of the bender and bend. 


CARGO BASKET HOOP FABRICATION - 76421 
7 


General 
/\^l) NcT^ forî- Vu 


These instructions apply to cargo basket hoop 76421-01 and derivatives that use it as stock. Refer to the 
following drawings, at the current revision, for dimensions and détails: 


76421, Revision G - 
Hoop 


Notes 


1. Aiways bend 1 hoop start to finish to ensure stops and stock length are correct. 
2. Aiways pull with consistent speed through the bend, do not stop during the pull, and do not over-pull 
once the stop is reached. 


Work Order: 


Date Open: 


Complété 


(initial or SCA #) 


1. Hoop Fabrication 


a. Cut Yi" X 0.035 material to 48.0"?, one end square, one end @ 
16 degrees. 


Record material PO on attached material list. 
De-burr cut ends using a sanding dise on a die-grinder or dise sander. 
Remove writing on tubes with acetone and scotch bright. 
On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop: ?? 


b. 


c. 


d. 


e. 


Ml 


f. 


g- 
h. 


k. 


Slide stock tube through bending die up to upper stop, angled end of tube, long side away. 
Rotate bending arm clockwise until tube is secure, ready to bend. Ensure tube remains tight to 


upper stop. 


Slide shim ail the way forward on bender to secure tube in die. 


Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure. 
Check tube bend for angle and height using hoop jig. Adjust stops if required. 
On the hoop bending fixture, set the following stops: 


i. Upper tube stop: ??" 


ii. Lower bend stop: 12mm 


Slide stock tube through bending die up to upper stop, square end of tube. Rotate bending arm 
clockwise until tube is secure, ready to bend. Ensure tube remains tight to upper stop. 


Slide shim ail the way forward on bender to secure tube in die. 
m. Pull bending arm clockwise until stop is reached. Pull slowly with consistent pressure, 
n. Check tube bend for square and height using hoop jig or carpenters square. Adjust stops if 


required. 


o. Check for: 
hoop height: 17 1/8" (Outside to outside) 
hoop width at top: 21" (inside to inside) 
adjust upper stop for height if required 


adjust stock length for width if required 


twist - 
due to pulling bending arm up or down through bend 


I. 


I 


ii 


iv. 


V. 
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. 
CARGO BASKET HOOP FABRICATION - 76421 


, 
p. Drill #30 vent holes in bottom centre of hoop in fore/aft direction. De-burr with scotch-brite 


dise on die-grinder. 
q. Inspect hoops for conformity to drawing. 


r. Tag complété and inspected hoop(s) and place into stock. 
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Aero DesigD 


Parts Distribution Sheet 


wo# 


ForWO# 
Part Number 
Quantny 
Description 
From PO orWO# 


Approved Manufacturing Faciiity 73-04 
Form 20. F.06 
Rev. Original 27 May 2013 


Work Order: 


Date Qpened: 
^ 
pOfÇ' 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Extra Large Hoops Fabrication 


1 of 1 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


/3C) \9-% /f^l4 
94030-01 
Hoop - standard 
4130 Steel, Y/' x 0.035 Sqr. Tube 


94023-01 
Hoop - attachment 


Step 1 
1/2 Hoop Fabrication -1/2" hoop 


. 1 
— 
1/2" Tube - hoop 
4130 Steel, Yz" x 0.035 Sqr. Tube 


Step 2 
f/fachining 
None 


Step 3 
1/2 Hoop Fabrication -1" hoop 


. 1 
— 
1" tube - hoop 
4130 Steel, 1" X 0.065 Sqr. Tube 
i5oi<r 


Step 4 
Machining 
None 


Step 5 
Joint Préparation 
None 


Welding 
'i , 


Step 6 
. 1 
94023-05 
Stud 
1018 Mild Steel, 5/8" Dia. 


, 1 
94023-07 
Stud 
1018 Mild Steel, 5/8" Dia. 


Step 7 
.2 
84262 
84272-01 
Bushing 
4130 Steel, 5/16" x 0.058 Rnd. Tube 
iT/ 2 


Step 8 
. 1 
76423-04 
Cap 
1018 Mild Steel, 0.050" Sheet 
9o 10 


. A/R 
— 
Welding Rod 
ER70S-2 


Step 9 
Finishing and Inspection 
None 


Work Order: 


Date Opened: M 
X'o!^ 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Extra Large Basket Body Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
POA/VO 


y 
y 
94011 
94011-01 
Basket Assembly 


Step 1 
R\m Assembly 


.2 
3/4" Tube - Long Rim (97") 
4130 Steel, %" X 0.035 Sqr. Tube ^^0^^ 


. 2 
— 
3/4" Tube - Short Rim (25.5") 
4130 Steel, y/ x 0.035 Sqr. Tube | 


. 1 
— 
3/4" Tube - Long Stringer (95.5") 
4130 Steel, %" x 0.035 Sqr. Tube 


. 4 
— 
3/4" Tube - Short Stringer (2.25") 
4130 Steel, y/ x 0.035 Sqr. Tube 
[lAW 


Step 2 
Weld Rim Assembly 


. A/R 
— 
Weiding Rod 
ER70S-2 TIG Rod 


Step 3 
Inspection - Rim 
None 


Step 4 
Frame Assembly 
, 


.4 
94030-01 
Hoop - standard 
4130 Steel, y/ x 0.035 Sqr. Tube 
M 


.2 
94023-01 
Hoop - attachment 


. 5 
1/2" Tube - spine 
4130Steel, y/X 0.035 Sqr. Tube 


Step 4.g. 
70406 
70406-01 
Option: Front End Cutout 


70406-03 
1/2" Tube 
4130 Steel, Vi' x 0.035 Sqr. Tube 


70406-04 
1/2" Tube 
4130 Steel, Vi' x 0.035 Sqr. Tube 


Step 5 
Weld Frame Assembly 


.A/R 
Weiding Rod 
ER70S-2 TIG Rod 
S 


Step 6 
Inspection - Frame Assembly 
None 


Step 7 
Mesh Assembly 


. 1 
„ 
Mesh (Body - 56" x 96") 
3/4-16F Expanded Mild Steel sheet 


.2 
~ 
Mesh (End - 25" X 18") 
3/4-16F Expanded Mild Steel sheet 


Work Order: 


Date Ooened: i'f MAV 


Matériel Tracking Sheet 
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Extra Large Basket Body Fabrication 
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Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


Step 8 
Weld Mesh 


. A/R 
— 
Welding Rod 
ER70S-6 MIG Wire 


Step 9 
Weld Basket Components 


. 2 
49215-01 
Spacer (Lid prop) 
304 Stainless Steel, 
Die. 


. AIR 
— 
Welding Rod 
ER308L TIG Rod 
mai% 


Step 10 
Clean Up 
None 


Step 11 
Inspection - Final Assembly 
None 


Step 12 
Powder Coating 


BCSC1»W 
I 


r^" 
TfîSJVîffl 


msT 


DETAIL B 
te^ t : t 


^ 10 JCARGO BASKET ASSEMBLY - RH 


mûUSrv^Sfi^S 


BUMPER INSTALLATION 


gA»ÇT4. 


POtMSSdLe LOAD 
300 LBS/136 KG 
/NERO^OO|ON LTD. 


DETAIL C 


loosm àr mSûw> mm 
AERO DESIGN LTD, 


AS3M, AS355 
ouicx RELCAse CAfico eASKCT 
CARGO BASKET ASSEMBLY 
UB jUiW 
AO 94010 


fco^É, 
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REV. 
DESCRIPTICN OF CHANGE 
INITIAIS 
DATE 
0 
INITIAL ISSUE 
RR 
34 JAN 08 


1 
AODED 76423-07 ASS'Y ANO 76423-06 PART 
RR 
08 MAR 09 
2 
CHANOCb LENGIH OF STUD (iTËU OS) 
BX 
16 JUNE 10 
3 
'hTLE bLOCX UPDATED: FORMAT UPOATEOi liNOlH OF S-TUDS (ITEM 03 « 06) 
8X 
14/03/2014 
CAP {ITEM 04) UPDATEO: HANOLE PROVISIONS (ITEM 06) ADOEO 


\BASKCT HANOLE 
/PROVISIONS ASSEMBLY 


NOTtS 


t. RCMOVE ALL 8URRS AND BRCAK SHARP COCES. 


2. DRILL «30 VENT MOLE M 
HOOP POR VENTMG OF WEIO CASES. 


3. MCUNNC OF 4T30 STEEL TO 8E COMPLETEO BY CTAW METHOO TO AMS268S& 
HEUXNC ROD SHALL CONFORM TO AMS ER70S-3 OR EQUIVALENT. 
^MILL SLOT INTO ITEM 1* TUBE AS SHO*N. CONTOR ENO OF 1/2" TUBE 
TO MINIMIZE GAP BETWEEN 1' TUBE ANO ITEM 1/2' TUBE. 
^ADJUST SLOT OF CAP (78423-04) TO FIT AS REOUIRED. 


BASKET HANOLE PROVISIONS ARC INSTALLED IN ACCOROANCC Wm AERO C^GN 
MAMNG 84282. DIMENSIONS ANO PARTS SHOWN ARE FOR REFERENCE ONLY. 


ORILL )(• (0.313) 
2 PLACES 


TTP 2 PLACES 
BOTH SOES 


1" TUBE (RCF) 
T/2* TUBE (REF) 


GTAW 


VIEW A-A 


SCALE 


GTAW 


1/2" TUBE (REF) 


VIEW B-B 


SCALE 


1" TUBE (REF) 


CMU «30 (0.129) 
SEE NOTE 2 


05) 
(76423-01 ASS'Y) 


06l 
1(76423-07 ASS'Y) 


VIEW C-C 


SCAlC 1 : 
TYP1CAL. 2 PLACES 


TAP DRHJ. O (0.332) 
TAP 3/8-24 Uf^-2A 
0.75 DEEP 


05) STUD 


SCALE 1 : 1 


0.90Î8;» 


TAP ORHL Q (0.332) 
TAP 3/B-24 UNF-2A 
0 75 DEEP 


06) STUD 


SCALE 1 : 


@ 
CAP 


SCAl^ I : 1 


BASKET HANOLE PROVISIONS ASSEMBLY 
1010/10» 
AtSI 1010/1025 
76423-06 
HIU) STEEL 
•0.63 ROO 


CAP 
TUBE t>2IN 
Mm STEEL SHEET 
4130 STEa COND. N 
«SI 1010/1020 
MIL-T-6736 
0.030 SHEET 
0.S X 0.035 SOR TUBE 
Ma.-T-673e 
TUBE 1M 
14130 STEEL CONO. N 
ATTACHMENT HOOP ASSEMBLY (Û^O ON 78411) 


I X 0.063 SOR TUBE 
76423-07 


76423-01 
AHACHMENT HOOP ASSEMBLV 


UST OF MATERIALS 
AERO DESIGN LTD 


E. BURCOIN 
@ 
ATTACHMENT HOOP ASSEMBLY 


SCALE 1 : I 
@ATTACHMENT HOOP ASSEMBLY 


USED ON 7B4II 


AU FEATURES SMLAR TO 78423-01 EXCEPT STUO& SK SECDCN C-C 


SCALE 1 : 1 


UNLESS OTHERMSE SPEQnEO 
diuensons arc in INCHES. 


TOLERANCES ON: 
OeOMALS 
ANGLES 
X.XXX ±0.010 
±1/2" 
x.xx 
±0.03 
x.x 
±0.1 


EUROCCDPTER AS350 Se AS355 SERIES 
OUICK RELEASE CARGO BASKET 
AHACHMENT HOOP ASSEMBLY 


Al 
76423 


"1 


2^5 flnriA 


JX 


t 
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MITIALS 
DATE 
KSCnPTION OF CHANGE 
WITIAL ISSUE 


T I fltli BL6ck UPOATED; N^nT Hdlg AbbCfr; NOff 
itCMOWED. 3 
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BJÇ 
|ll/oVi6l 


VIEW A-A 


SCAiX I 
: 
1 
TYPicAL. 2 n>a$ 


n.ooo 


NOTES 


REMO^C AU. BURftS AND BREAK 91ARP EDCES 
H| (0 629) THRU 
0.312 DEEP 
BEFORE ASSEHBLV 
TYP. 2 PLACES 
3. «CLDMG OP 4130 STEa TO BC COtfPLETEO BY CTAW METHOO TO AMS26e9C 


«CLOING ROO SHALL CONFORM TO AMS ER70S-2 OR EQUIVALENT 
GTAW 


DRU. #30 (0.129) THRU 
ICNT HOLC (REF) 
60823-03 03 LUC 
76421-01 03 HOOP 
76422-01 
01 
ATTADRCNT HOOP ASSEMBLY 


UATERIAL SPCC 


APPROVALS 
AERO DESIGN LTD 
R. RATHNELL 
24 JAN 08 
B888A UALASPDU ROAD 
POWELL RIVER. BC. CANADA. V8A 003 
E. BURCCm 
mî)ATTACHMENT HOOP ASSEMBLY 
JNLESS OTHERWISC S^OnEO 
OMOISIONS ARC IN mCHCS 


TOLERANCES ON 


DCCIWALS 
ANGLES 
*.xx* ±0.010 
±1/2 
*.*K 
±0.03 
±0.1 


EUROCOPTER AS350 &AS355 SERIES 
QUICK RELEASE CARGO BASKET 
ATTACHMENT HOOP ASSEMBLY 


SCAie 1 
: 
1 


, 
r*"'' 
«iiK- T 


-■ > 
- 


t 
^ 1 
^ 


iTL 


@HOOP 


REV. 
OeSCRPTION Of change 
NTIALS 
DATE 


0 
•RTIAL ISSUE 
t 
YITL£ biMK U^AIO: Hàmm6 HËfdRMAlTU Tô Ai 
BJC 
11/07/2014 


(tA30) 


NOTES 


V RENOVE AU. BURRS AND BREAK SHARP EDCES 


"V 
94030-01 
01 
HOOP 
4130 STEEL CONO- N 
IAL-T-e?3S 
0 5 X 0 035 SOR TUBE 


01 
PART NO 
TCh 
DESCRIPTION 
UATERIAL 
UATERIAL SPEC 
STOCK SSE 


OTY 
UST or UATERIALS 


R. RATHHDX 


E 
euRGOm 


UNLESS OIHERWSe SPEanco 
DMENSIONS ARE IN IN04ES. 
TOLERANCES GN: 
OEOUALS 
ANGLES 
*.«x ±0.010 
±1/2" 
x.xx 
±0.03 
x.x 
±0.1 


AERO DESIGN LTD. 


EUROCOPTER AS350 & AS355 SERIES 
OUICK RELEASE CARGO BASKET 
HOOP 


S>CET 
I OF 
1 
Al 
94030 


I Mo< 1UK oier} 
p. MCH TUBE (RCr) 


VIEW A~A 


BUKCT H*WU 
noMMNS Asaenau 


VIEW D-0 


? 
VEW C-C 


OTISTUO 


I 
i 


n^MC or «10 sus. m k ccmputcd «▼ «tait «tmo to 
mxw6 «00 XMi cwrow re wt cxres-] oa ceuvauNT 
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VIEW r-F 


KAU 
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@AnACHMENT HOOP ASSEMBLY 
VIEW E-E 


AERO DESIGN LTD 
NCH TUK MF) 
l/S MCH 1UK OKF 


EUROCOPTEA A$3&0 ft AS355 SERIES 
OUKX RELEASE CARGO BASKET 
ATTACHUENt HOOP ASSaOLY 
VIEW B-B 


AO 
94023 
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SECTION D-D 


SECTION A-A 
SECTION B-B 


END VIEW 
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@ BASKET 0OOY ASSEMBLY 
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SECTON E-E 


AERO DESIGN LTD 


SECTION C~C 
VKTB 9»<R«K SKOFIED 
(acraws OK M MOO. 
racHAMOS (M 
ocoHnos 
oMors 
*.«* ±0.010 
t1/2' 
*« 
±0.03 


EUROCOPTER AS350 te AS355 SERIES 
OUIOC RELCASE CARGO BASKET 
BASKET BOOT ASSEMBLY (EXTRA LARGE) 
nn—. IHL U |(Ad 4& 
~ AO 
94011 
1 


Aero Design 


Parts Distribution Sheet 


wo#SlS- 


From PO or WO # 
Quantity 
Description 
Part Number 
ForWO# 
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